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WHAT IS CLAIMED IS: 

1. A method of coating a stator bar end inserted 
through an opening within a stator bar end fitting, the 
fitting having a chamber and the stator bar end having 
free ends of solid and hollow strands exposed within the 
chamber, the method comprising: 

inserting a spray head nozzle into another opening 
in the fitting and in proximity to the free ends of the 
solid and hollow strands; 

spraying an epoxy resin composition so as to form a 
coating over the free ends of the solid and hollow 
strands and over at least a portion of adjoining wall 
surfaces of the fitting within the chamber; and 

curing the coating. 

2 . The method of claim 1 wherein the coating is 
applied to a thickness of from 2 to 40 mil. 

3 . The method of claim 1 wherein the coating is 
applied to a thickness of at least 10 mil. 

4 . The method of claim 1 wherein said portion of 
said adjoining surfaces includes at least % to x h inch 
beyond an interface of the stator bar end and interior 
surfaces of the fitting. 

5 . The method of claim 1 wherein said hollow 
strands remain open during spraying. 
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6. The method of claim 1 wherein said hollow 
strands are plugged during spraying. 

7. The method of claim 1 wherein the ends of the 
solid and hollow strands are brazed to each other and to 
the adjoining wall surfaces of the fitting before 
spraying the epoxy resin. 

8. The method of claim 1 wherein said epoxy resin 
is hydraphobic. 

9 . The method of claim 1 wherein said stator bar 
end and said fitting are pre-heated prior to spraying. 

10. The method or claim 1 wherein said coating is 
cured at room temperature. 

11. The method or claim 1 wherein said coating is 
cured at an elevated temperature. 

12 . A method of coating a stator bar end inserted 
within a stator bar end fitting, the fitting having a 
chamber for receiving a liquid through an opening in the 
fitting, and the stator bar end including solid and 
hollow strands wherein, in use, the liquid flows through 
the chamber and through the hollow strands, the method 
comprising : 

inserting a spray head nozzle through the opening 
and in proximity to the stator bar end; and 

spraying an epoxy resin composition so as to form a 
coating having a thickness of from 2-40 mil over the 
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stator bar end and over at least a portion of adjoining 
surfaces of the fitting within the chamber and wherein 
said portion of said adjoining surfaces extends beyond an 
interface of the stator bar end and interior surfaces of 
the fitting; and 

curing the coating. 

13. The method of claim 12 wherein said hollow 
strands remain open during spraying. 

14. The method of claim 12 wherein said hollow 
strands are plugged during spraying. 

15. The method of claim 12 wherein the ends of the 
solid and hollow strands are brazed to each other and to 
the adjoining wall surfaces of the fitting before 
spraying the epoxy resin . 

16. The method of claim 12 wherein said epoxy resin 
i s hydr aphobi c . 

17 . The method of claim 12 wherein said stator bar 
end and said fitting are pre-heated prior to spraying. 

18. The method or claim 12 wherein said coating is 
cured at room temperature. 

19. The method of claim 12 wherein said coating is 
cured at an elevated temperature. 

20. The method of claim 12 wherein said coating 

extends % to % inch beyond an interface of the stator bar 

end and the adjoining surfaces of the fitting. 
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21. A method of coating a stator bar end inserted 
through an opening within a stator bar end fitting, the 
fitting having a chamber and the stator bar end having 
free ends of solid and hollow strands exposed within the 
chamber, the method comprising: 

inserting a spray head nozzle through another 
opening in the fitting and in proximity to the free ends 
of the solid and hollow strands; 

spraying a hydraphobic epoxy resin composition so as 
to form a coating over the free ends of the solid and 
hollow strands and over at least a portion of adjoining 
wall surfaces of the fitting within the chamber wherein 
the coating is applied to a thickness of from 2 to 40 
mil; and wherein said portion of said adjoining surfaces 
includes at least % to V2 inch beyond an interface of the 
stator bar end and interior surfaces of the fitting; and 

curing the coating. 
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